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(57) ABSTRACT

The present invention relates to a process for generating
steam and recovering salts during a lignocellulosic conver-
sion process. The process comprises de-salting a still bottoms
stream; incinerating a stream comprising lignin and the de-
salted still bottoms stream in an incinerator; and utilizing the
heat generated from said incinerating to produce steam. Fur-
ther provided is a process that comprises feeding a concen-
trated still bottoms stream to a crystallizer and forming
insoluble solids therein comprising salts. Furthermore, the
invention relates to a process for recovering salts from a
lignocellulosic conversion process, which process comprises
the addition of solvent to a still bottoms stream to precipitate
salts therefrom. Also provided is a still bottoms composition,
a fertilizer product and a composition for incineration.

18 Claims, 3 Drawing Sheets
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1
PROCESS FOR RECOVERING SALT DURING
A LIGNOCELLULOSIC CONVERSION
PROCESS

This application is a national stage application of PCT/
CA2012/050589 having an international filing date of Aug.
24, 2012, which claims benefit of U.S. provisional applica-
tion No. 61/529,274 filed Aug. 31, 2011, both of which are
incorporated by reference herein.

TECHNICAL FIELD

The present invention relates to an improved process for
recovering salts during a lignocellulosic conversion process.
The present invention also relates to recovering salts and
generating steam during a lignocellulosic conversion process.

BACKGROUND OF THE INVENTION

The production of fuel ethanol or other products from
lignocellulosic feedstocks provides an attractive alternative
to the fuel ethanol feedstocks used to date, such as corn, sugar
cane and sugar beets. Cellulose is the most abundant natural
polymer, comprising, on average, about one third of all plant
matter. While many lignocellulosic materials, such as wood
and cotton, are in high demand, other types have limited
market value. These feedstocks are therefore potentially inex-
pensive and, as such, there is an untapped potential for their
use as a source of ethanol. The lignocellulosic feedstocks that
are the most promising for ethanol production include agri-
cultural wastes, grasses, forestry wastes and sugar processing
residues.

A series of chemical and biological treatments are com-
monly employed to convert the long chain polysaccharide
sugars contained in the feedstock to shorter chain oligomers
or monomers, which, in turn, are fermented to ethanol or
other fermentation products. Such treatment stages may
involve two primary processes, commonly referred to as pre-
treatment and enzymatic hydrolysis. The pretreatment may
be effected by chemical addition, including acid, alkali, oxi-
dizing agents or organic solvents, although hydrothermal pre-
treatments are known that employ hot water. If an acid pre-
treatment process is utilized, the feedstock may be subjected
to steam and acid at a temperature, acid concentration, and
length of time that are sufficient to hydrolyse a small portion
of'the cellulose to glucose and to hydrolyse the hemicellulose
to xylose, arabinose, and other sugars monomers or oligo-
mers, depending on the constituents of the hemicellulose.

Subsequent to an acid pretreatment reaction, the pretreated
feedstock is quenched by the addition of a base, such as
sodium hydroxide, ammonia or other base, and by lowering
the stream temperature. This action also conditions the feed-
stock for the subsequent enzymatic hydrolysis stage. How-
ever, as a result of base addition (or acid addition if alkali
pretreatment is employed), inorganic salts are produced, for
example sulfate salts. This adds to the existing salt load result-
ing from the significant amounts of inorganic salts present in
the feedstock itself and which are carried through to this stage
of the process. The resultant high levels of salts originating
from these sources can be problematic in downstream unit
operations, as discussed below. Subsequent to pretreatment,
the cellulose remaining in the pretreated feedstock is con-
verted to monomeric glucose by the use of an enzymatic
mixture, primarily composed of cellulase enzymes.

After the completion of the pretreatment and enzyme
hydrolysis stages, the process stream is composed of a liquid
phase containing the fermentable sugars and other water
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2

soluble compounds, including the salts that are carried
through to this stream. The process stream also typically
contains an insoluble solids phase, comprised of lignin and
other insoluble components. Lignin is a bio-polymer that
differs from cellulose and hemicellulose in that it is not com-
posed of carbohydrates and therefore is not a source of fer-
mentable sugar. The insoluble lignin rich fraction that
remains may either be filtered out of the stream after enzy-
matic hydrolysis, or may be carried forward through subse-
quent processing steps. Regardless of the point at which the
lignin is separated from the stream, the lignin rich solids may
be used as a fuel material for a boiler system, which typically
produces steam for either use in the process, including heat
that may be used in the process, electricity production, build-
ing heating, or a combination thereof.

The stream leaving the enzyme hydrolysis stage, either
with or without the insoluble lignin, is fed to a fermentation
stage, which employs any of several microbial organisms to
convert the glucose, xylose, arabinose, or any combination of
these, into ethanol or other fermentation products. This
stream is typically called fermentation beer. The fermentation
beer may be fed to a distillation system that strips the ethanol
out of the solution and the ethanol is then further processed as
required for sale as a transportation fuel.

The residual liquid phase remaining after removal of alco-
hol by distillation or other means is typically called still
bottoms, and contains a complex mixture of organic and
inorganic components, derived from the process chemicals,
biological treatment stages, and from the feedstock. For
example, the still bottoms stream will generally contain large
quantities of sulfate, or other conjugate base of the acid used
in the pretreatment step, the cation of the base used for neu-
tralization at the completion of pretreatment, various protein
components, polyols, soluble lignin and lignin derived com-
pounds, unfermented sugars, potassium salts, magnesium
salts, chloride salts, and other trace inorganic species.

In the corn ethanol industry, the still bottoms stream is
typically dried and blended with the residual grain material
and sold as an animal feed. However, the composition of the
still bottoms from the cellulose ethanol process may not be
suitable for this market. Consequently, a disposal method that
has been suggested for still bottoms derived from cellulosic
conversion processes is biological waste water treatment.
While biological waste water treatment of such still bottoms
streams removes the organic constituents, many of the inor-
ganic components either present processing difficulties, or
pass through the system unaffected. The final effluent then
contains a large quantity of dissolved salts which may not
meet effluent discharge criteria, or may pose processing prob-
lems if the waste water effluent stream is recycled.

A known waste disposal technique is incineration, which
allows the recovery of heat from the combustion of organics.
However, the incineration of a still bottoms stream derived
from cellulosic conversion processes is particularly challeng-
ing due to the presence of inorganic components such as
sulfate, ammonium, potassium, chloride, and other elements.
In particular, the sulfate will convert at least in part to sulfur
oxides, and the ammonia will convert at least in part to nitro-
gen oxides, both of which are regulated pollutants, and will
require additional equipment to control and reduce them to
acceptable levels. Moreover, the potassium and chloride may
cause a low melting point slag and possibly volatile fume that
will foul components of the system and generate dust. While
technically feasible, incineration of the still bottoms stream
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derived from cellulosic conversion processes presents several
challenges that greatly increase the cost and complexity.

SUMMARY OF THE INVENTION

The present invention relates to an improved process for
recovering salts during a lignocellulosic conversion process.
The present invention also relates to a process for recovering
salts and generating steam during a lignocellulosic conver-
sion process.

The present invention provides a method to improve the
incineration characteristics of a still bottoms stream by
removing inorganic elements prior to routing the stream to an
incinerator. The resultant de-salted still bottoms stream is
particularly amenable to incineration and energy recovery
operations. Furthermore, a stream comprising lignin isolated
from the process is combusted in the incinerator. Advanta-
geously, the heat generated from combusting both streams
generates heat energy in the form of steam for use in the
process or elsewhere.

Significant capital expense savings, process simplification
and intensification are potentially achieved by incinerating
the de-salted still bottoms stream and the lignin stream in one
system. Process simplification provides the advantage of
fewer systems to purchase and manage. For example, accord-
ing to embodiments of the invention, one energy recovery and
steam production system may be employed, which simplifies
the overall energy distribution and integration for the entire
facility. Moreover, the process of the present invention may
potentially only require one pollution abatement system for
control of residual sulfur oxides, nitrogen oxides, dust, and
other regulated pollutants.

According to a first aspect of the invention, there is pro-
vided a process for generating steam and recovering salts
during a lignocellulosic conversion process. The process
comprises the steps of: (i) obtaining a stream comprising
lignin and a still bottoms stream generated during the ligno-
cellulosic conversion process; (il) removing at least a portion
of the water from the still bottoms stream to produce a con-
centrated still bottoms stream; (iii) removing at least a portion
of the salts from the concentrated still bottoms stream to
produce a de-salted still bottoms stream; (iv) incinerating the
stream comprising lignin and the de-salted still bottoms
stream in an incinerator; and (v) utilizing the heat generated
from the incinerating to produce steam.

According to some embodiments of the invention, between
about 10 and about 90%, or between about 30 and about 90%
of the water is removed from the still bottoms stream to
produce the concentrated still bottoms stream. The step of
removing water from the still bottoms may comprise evapo-
ration.

According to further embodiments of the invention, the
step of removing at least a portion of the salts from the
concentrated still bottoms stream comprises one or more
steps of precipitating salts from the concentrated still bottoms
stream by use of a solvent. This may comprise the addition of
an alcohol. The alcohol may be methanol, butanol, ethanol,
propanol or isopropanol. Preferably, the solvent is methanol
or ethanol. The alcohol may be recovered and recycled.

According to further embodiments of the invention, a fer-
tilizer is produced from the salts removed from the concen-
trated still bottoms.

In further embodiments, the stream comprising lignin is
obtained from a lignin separation process conducted after a
step of enzymatic hydrolysis to produce glucose from cellu-
lose conducted during said lignocellulosic process. The
stream comprising lignin may also be obtained from a lignin
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separation process conducted after a step of fermentation to
produce the fermentation product. Without being limiting, the
stream comprising lignin may also be obtained from a lignin
separation process conducted after distillation to separate the
ethanol product. For example, the lignin separation process
may be conducted on a still bottoms stream. The lignin sepa-
ration process may include a filter press operation.

According to some embodiments of the invention, the
incinerator is a boiler, for example, a bubbling fluidized bed.

The lignocellulosic conversion process may produce etha-
nol.

The present invention relates, in a further aspect, to the
application of a particularly suitable method to achieve the
removal of the problematic inorganic elements for use as a
fertilizer. Such method involves feeding a concentrated still
bottoms stream to a crystallizer; forming insoluble solids in
the crystallizer by the addition of alcohol; producing a fertil-
izer from the insoluble solids; recovering the alcohol in one or
more stages, thereby producing recovered alcohol; and recy-
cling the recovered alcohol in the process.

The precipitated salts obtained from the foregoing process
may be largely comprised of the inorganic elements con-
tained in the feedstock and the process chemicals used in
previous steps. The salts can be used as a fertilizer constituent,
which will improve the economics of the overall cellulose
ethanol process.

According to embodiments of the foregoing aspect of the
invention, the stream comprising lignin is obtained from the
process and combusted in an incinerator. In further embodi-
ments, the insoluble solids are dried prior to the step of
producing a fertilizer. The fertilizer may comprise mixed
salts. For example, the mixed salts may at least partially be
composed of struvite.

According to a further aspect of the invention, there is
provided a process for obtaining salt from a still bottoms
stream resulting from a lignocellulosic conversion process to
produce an alcohol, said process comprising the steps of: (i)
processing a lignocellulosic feedstock to produce ferment-
able sugar; (i1) fermenting the sugar with microorganisms to
produce a fermentation broth comprising alcohol; (iii) recov-
ering the alcohol from the fermentation broth in one or more
stages to produce an alcohol-enriched mixture and the still
bottoms stream that comprises one or more salts; and (iv)
recovering the one or more salts by precipitation with alcohol.

According to a further aspect of the invention, there is
provided a still bottoms composition resulting from a ligno-
cellulosic conversion process, said composition comprising
an aqueous component, a solvent that is soluble in water and
insoluble solids comprising at least inorganic salts originat-
ing from the lignocellulosic feedstock and optionally inor-
ganic salts originating from the addition of acid or alkali
during said lignocellulosic conversion process. Furthermore,
the present invention relates to a fertilizer product isolated
from the foregoing still bottoms composition.

Further provided is a composition for incineration result-
ing from a lignocellulosic conversion process, said composi-
tion comprising de-salted still bottoms and lignin.

BRIEF DESCRIPTION OF THE FIGURES

FIG. 1A is a process flow diagram depicting an embodi-
ment of the invention in which a lignin stream is isolated after
hydrolysis and combined with a de-salted still bottoms stream
to produce a combined stream that is combusted to generate
steam.

FIG. 1B is a process flow diagram depicting an embodi-
ment of the invention in which a lignin stream is isolated after
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distillation and combined with a de-salted still bottoms
stream to produce a combined stream that is combusted to
generate steam.

FIG. 2 is a process flow diagram depicting an embodiment
of'the invention in which a still bottoms stream is de-salted by
precipitation with an alcohol.

DETAILED DESCRIPTION OF THE INVENTION

The following description is of a preferred embodiment by
way of example only and without limitation to the combina-
tion of features necessary for carrying the invention into
effect. The headings provided are not meant to be limiting of
the various embodiments of the invention. Terms such as
“comprises”, “comprising”, “comprise”, “includes”, “includ-
ing” and “include” are not meant to be limiting. In addition,
the use of the singular includes the plural, and “or” means
“and/or” unless otherwise stated. Unless otherwise defined
herein, all technical and scientific terms used herein have the
same meaning as commonly understood by one of ordinary
skill in the art.

Description of Feedstock Types

By the term “lignocellulosic conversion process”, it is
meant any process for producing a chemical product from a
lignocellulosic feedstock, including, but not limited to etha-
nol. The chemical product may be a fermentation product
produced by fermentation of sugar or a chemical produced
from sugar by non-biological means.

By the term “lignocellulosic feedstock™, it is meant any
type of plant biomass such as, but not limited to, plant biom-
ass, cultivated crops such as, but not limited to grasses, for
example, but not limited to, C4 grasses, such as switch grass,
cord grass, rye grass, miscanthus, reed canary grass, or a
combination thereof, sugar processing residues, for example,
but not limited to, baggase, such as sugar cane bagasse, beet
pulp, or a combination thereof, agricultural residues, for
example, but not limited to, soybean stover, corn stover, rice
straw, sugar cane straw, rice hulls, barley straw, corn cobs,
wheat straw, canola straw, oat straw, oat hulls, corn fiber, or a
combination thereof, forestry biomass for example, but not
limited to, recycled wood pulp fiber, sawdust, hardwood, for
example aspen wood, softwood, or a combination thereof.
Furthermore, the lignocellulosic feedstock may comprise
lignocellulosic waste material or forestry waste materials
such as, but not limited to, newsprint, cardboard and the like.
Lignocellulosic feedstock may comprise one species of fiber
or, alternatively, lignocellulosic feedstock may comprise a
mixture of fibers that originate from different lignocellulosic
feedstocks.

Lignocellulosic feedstocks comprise cellulose in an
amount greater than about 20%, more preferably greater than
about 30%, more preferably greater than about 40% (w/w).
For example, the lignocellulosic material may comprise from
about 20% to about 50% (w/w) cellulose, or any amount
therebetween. Such feedstocks also comprise hemicellulose,
including xylan, arabinan, mannan and galactan. Further-
more, the lignocellulosic feedstock comprises lignin in an
amount greater than about 10%, more typically in an amount
greater than about 15% (w/w). The lignocellulosic feedstock
may also comprise small amounts of sucrose, fructose and
starch, as well as acetate, silica, protein and inorganic salts,
including salts of potassium, calcium, magnesium, sodium,
manganese and iron. The salts may exist as carbonate, phos-
phate, chloride or other common salt forms.

Feedstock Size Reduction and Slurry Preparation

The lignocellulosic feedstock is generally first subjected to

size reduction by methods including, but not limited to, mill-
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ing, grinding, agitation, shredding, compression/expansion,
or other types of mechanical action. The lignocellulosic feed-
stock from the size reduction process may produce a size-
reduced feedstock comprising particles of a defined length.
For example, at least 90% by weight of the particles in the size
reduced feedstock may have a length less than between about
14 and about 8 inches. As would be appreciated by those of
ordinary skill in the art, lignocellulosic feedstock that has
been subjected to size reduction comprises feedstock par-
ticles having a range of sizes and shapes.

The feedstock is optionally slurried. Slurrying of the feed-
stock allows it to be pumped readily and may be carried out in
any suitable batch or continuous mixing vessel, including a
standpipe or pulper. Slurrying may be distinct from the water
and chemical addition or may occur simultaneously there-
with.

Slurrying can occur at any suitable consistency selected by
those of ordinary skill in the art. However, in practice, the
consistency of the incoming feedstock slurry utilized will
depend on the specific mixing means employed and the spe-
cific pumps used. In one embodiment of the invention, the
consistency of the feedstock slurry is between about 2% and
about 40% (w/w) or more typically between about 4% and
about 30% (W/w).

Pretreatment of the Lignocellulosic Feedstock

The lignocellulosic feedstock may be pretreated by react-
ing it under conditions that disrupt the fiber structure and that
increase the susceptibility or accessibility of cellulose within
the cellulosic fibers for subsequent conversion steps, such as
enzymatic hydrolysis. In one embodiment of the invention,
the pretreatment is performed so that a high degree of
hydrolysis of the hemicellulose and only a small amount of
conversion of cellulose to glucose occurs. The cellulose may
be hydrolysed to glucose in a subsequent step that uses cel-
lulase enzymes.

For acid pretreatment, the pH is typically between about
0.4 and about 3.5, or any pH therebetween. Acid pretreatment
is preferably carried out at a maximum temperature of about
160° C. to about 280° C., or any temperature therebetween.
The time that the feedstock is held at this temperature may be
about 6 seconds to about 3600 seconds, or any time therebe-
tween. The pretreatment is typically carried out under pres-
sure. For example, the pressure during pretreatment may be
between about 50 and about 920 psig, or any pressure range
therebetween. The feedstock may be heated with steam dur-
ing or prior to pretreatment.

The acid pretreatment produces a composition comprising
anacid pretreated feedstock. Sugars produced by the hydroly-
sis of hemicellulose during acid pretreatment include xylose,
glucose, arabinose, mannose, galactose or a combination
thereof.

Pretreatment may also be carried out under alkaline con-
ditions. Examples of suitable alkaline pretreatment processes
include ammonia fiber expansion (AFEX) or dilute ammonia
pretreatment. Other pretreatment methods include mechani-
cal and hydrothermal pretreatment and pretreatment with
organic solvents (known in the industry as OrganosolvT™
pretreatment).

According to one exemplary embodiment of the invention,
the soluble components of the pretreated feedstock composi-
tion are separated from the solids. The aqueous stream, which
includes the sugars released during pretreatment, the pretreat-
ment chemical and other soluble components, may then be
fermented using a microorganism capable of fermenting the
sugars derived from the hemicellulose component of the feed-
stock.
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Subsequent to pretreatment, the pretreated feedstock slurry
is typically cooled to decrease its temperature to a range at
which the cellulase enzymes are active. It should be appreci-
ated that cooling of the feedstock can occur in a number of
stages utilizing flashing, heat exchange or other suitable
means.

Enzymatic Hydrolysis

The hydrolysis of the cellulose to soluble sugars can be
carried out with any type of cellulase enzymes suitable for
such purpose and effective at the pH and other conditions
utilized, regardless of their source. Among the most widely
studied, characterized and commercially produced cellulases
are those obtained from fungi of the genera Aspergillus,
Humicola, Chrysosporium, Melanocarpus, Myceliophthora,
Sporotrichum and Trichoderma, and from the bacteria of the
genera Bacillus and Thermobifida. The conversion of cello-
biose to glucose is carried out by the enzyme f-glucosidase.
By the term “p-glucosidase”, it is meant any enzyme that
hydrolyses the glucose dimer, cellobiose, to glucose.

An appropriate cellulase dosage can be about 1.0 to about
40.0 Filter Paper Units (FPU or IU) per gram of cellulose, or
any amount therebetween. The FPU is a standard measure-
ment familiar to those skilled in the art and is defined and
measured according to Ghose (Pure and Appl. Chem., 1987,
59:257-268; which is incorporated herein by reference). A
preferred cellulase dosage is about 10 to 20 FPU per gram
cellulose, or any amount therebetween.

The enzymatic hydrolysis is generally conducted at a pH
between about 4.0 and 6.0, or any pH therebetween, as this is
within the optimal pH range of most cellulases. If acid pre-
treatment is utilized, the pH of the feedstock will be increased
with alkali to about pH 4.0 to about 6.0, or any pH therebe-
tween. prior to enzymatic hydrolysis, or more typically
between about 4.5 and about 5.5, or any pH therebetween.
However, cellulases with pH optima at more acidic and more
alkaline pH values are known. As discussed below, the addi-
tion of alkali at this stage of the process produces salts that can
be recovered for use as a fertilizer, depending on the identity
of the alkali used in the process.

The temperature of the slurry is adjusted so that it is within
the optimum range for the activity of the cellulase enzymes.
Generally, a temperature of about 45° C. to about 70° C., or
any temperature therebetween, or about 45° C. to about 65°
C., or any temperature therebetween, is suitable for most
cellulase enzymes. However, the temperature of the slurry
may be higher for thermophilic cellulase enzymes.

The hydrolysis may be conducted simultaneously with
fermentation in a simultaneous saccharification and fermen-
tation, also referred to as “SSF”. SSF is typically carried out
at temperatures of 35 to 38° C., or any temperature therebe-
tween, which is a compromise between, for example, a 50° C.
optimum for cellulase and a 28° C. optimum for yeast.

The stream resulting from hydrolysis typically comprises
soluble process chemicals, salts, proteins, and other organics
derived from the feedstock, and an insoluble solids phase,
comprised of lignin, unreacted polysaccharide, and other
water insoluble components. [ignin may be separated from
the hydrolysate at this stage of the process and fed to the
incinerator, as discussed below. It should be understood that
the other solids may be carried forward in the lignin separa-
tion, including the unconverted polysaccharide and other
water insoluble components. The lignin material may or may
not be washed to recover additional sugars and to remove
process chemicals.

Fermentation

Subsequent to enzymatic hydrolysis, fermentation of the
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mentation products. The fermentation of ethanol is typically
carried out with a Saccharomyces spp. yeast. Glucose and any
other hexoses present in the sugar stream may be fermented to
ethanol by wild-type Saccharomyces cerevisiae, although
genetically modified yeasts may be employed as well, as
discussed below. The ethanol is distilled to obtain a concen-
trated ethanol solution.

The fermentation is typically conducted at a pH between
about 4.0 and about 6.0, or any pH therebetween, or between
about 4.5 and about 6.0, or any pH therebetween. To attain the
foregoing pH range for fermentation, it may be necessary to
add alkali to the fermentation sugar feed stream. The fermen-
tation sugar feed stream will comprise one or more sugar
monomers derived from cellulose, hemicellulose or both
polymeric components. Sugar monomers derived from cellu-
lose include glucose, while hydrolysis of the hemicellulose
component yields such sugars as xylose, glucose, arabinose,
mannose, galactose, or a combination thereof.

Xylose and arabinose that are derived from the hemicellu-
lose may also be fermented to ethanol by a yeast strain that
naturally contains, or has been engineered to contain, the
ability to ferment these sugars to ethanol. Examples of
microbes that have been genetically modified to ferment
xylose include recombinant Saccharomyces strains into
which has been inserted either (a) the xylose reductase (XR)
and xylitol dehydrogenase (XDH) genes from Pichia stipitis
(U.S. Pat. Nos. 5,789,210, 5,866,382, 6,582,944 and 7,527,
927 and European Patent No. 450,530) or (b) fungal or bac-
terial xylose isomerase (XI) gene (U.S. Pat. Nos. 6,475,768
and 7,622,284). Examples of yeasts that have been geneti-
cally modified to ferment L-arabinose include, but are not
limited to, recombinant Saccharomyces strains into which
genes from either fungal (U.S. Pat. No. 7,527,951) or bacte-
rial (WO 2008/041840) arabinose metabolic pathways have
been inserted.

In practice, the fermentation is typically performed at or
near the temperature and pH optimum of the fermentation
microorganism. A typical temperature range for the fermen-
tation of glucose to ethanol using Saccharomyces cerevisiae
is between about 25° C. and about 35° C., although the tem-
perature may be higher if the yeast is naturally or genetically
modified to be thermostable. The dose of the fermentation
microorganism will depend on other factors, such as the activ-
ity of the fermentation microorganism, the desired fermenta-
tion time, the volume of the reactor and other parameters.
These parameters may be adjusted as desired to achieve opti-
mal fermentation conditions.

The fermentation may also be supplemented with addi-
tional nutrients required for the growth of the fermentation
microorganism. For example, yeast extract, specific amino
acids, phosphate, nitrogen sources, salts, trace elements and
vitamins may be added to the fermentation sugar feed stream
to support their growth.

Recovery of the Fermentation Product or Other Chemical
Product

The chemical product produced by the lignocellulosic con-
version process may be recovered by any suitable technique.
The residue remaining after recovery of the chemical is
referred to herein as “still bottoms™ or a “still bottoms
stream”.

A conventional technique for recovering ethanol is distil-
lation. As used herein, the term “distillation” also encom-
passes steam and vacuum stripping.

The fermentation beer that is sent to distillation is a dilute
ethanol solution. Microorganisms are potentially present
depending upon whether or not they are removed from the
beer by filtration or other means prior distillation of the beer.
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The beer may additionally contain any components added
during the fermentation to support growth of the microorgan-
isms. The beer will also contain any organics that have not
been consumed by the microorganisms, along with soluble
and insoluble inorganic salts.

The beer is pumped through one or more distillation col-
umns to separate the ethanol from the other components in the
beer. The column(s) in the distillation unit is preferably oper-
ated in a continuous mode, although it should be understood
that batch processes are also encompassed by the present
invention. Furthermore, the column(s) may be operated at any
desired pressure or vacuum. Heat for the distillation process
may be added at one or more points either by direct steam
injection or indirectly via heat exchangers. The distillation
unit may contain one or more separate beer and rectifying
columns, or a distillation column may be employed that com-
prises an integral enriching or rectification section. The etha-
nol vapour is further purified to fuel grade ethanol specifica-
tion by removing residual water vapour by any of several well
known techniques.

The still bottoms will contain a mixture of organic and
inorganic components, derived from the process chemicals,
biological treatment stages, and from the feedstock. For
example, the still bottoms stream will generally contain large
quantities of sulfate, or other conjugate base of the acid used
in the pretreatment step, the cation of the base used for neu-
tralization at the completion of pretreatment, various protein
components, polyols, soluble lignin and lignin derived com-
pounds, unfermented sugars, and inorganic salts, such as
potassium salts, magnesium salts, chloride salts, and other
trace inorganic species. This includes lignin and other uncon-
verted solids if these components are not removed in
upstream stages of the process. The still bottoms withdrawn
from the beer column, or from a distillation column that
comprises an integral enriching or rectification section, may
be fed to a lignin separation unit, as discussed below.

The ethanol vapor is further purified to fuel grade specifi-
cation by removing residual water vapor by any of several
well known techniques.

Lignin Separation

The lignin that is sent to the incinerator may be obtained
from any stage of the lignocellulosic conversion process,
typically after the pretreatment. It should be understood that
unconverted cellulose and other insoluble components may
be carried forward with the lignin during the lignin separa-
tion. Without being limiting, streams from which the lignin
can be separated include the hydrolysate stream comprising
glucose resulting from enzymatic hydrolysis, the fermenta-
tion beer stream or the still bottoms stream remaining after
distillation.

The lignin may be separated using conventional solid-
liquid separation techniques prior to any further processing.
Such separation techniques may include the use of pressure or
vacuum filters, centrifugal filters or centrifuges, membrane
filtration systems or gravity settlers. The solids content of the
lignin stream resulting from the separation is typically greater
than 30 wt %, more typically greater than 50 wt %. The
separated solids comprising lignin are then fed to the incin-
erator to generate steam, as discussed below. The lignin mate-
rial may or may not be washed to recover additional sugars
and to remove process chemicals.

Without being limiting, a particularly suitable device for
lignin separation is a lignin filter press. According to such
embodiment, an incoming stream containing lignin and other
undissolved solids is fed to a feed tank and then pumped to the
lignin press where dewatering occurs. A lignin cake is pro-
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duced that is then sent to the incinerator. The pressate from the
filter press can then be fed to a pressate tank and concentrated
further as discussed below.

Still Bottoms Concentration

The still bottoms contain inorganic salts that can be recov-
ered as fertilizer and removal of water from the still bottoms
can allow for more efficient removal of the salts. In some
embodiments of the invention, between about 10% and about
90% (w/w), or any amount therebetween, or between about
30% and about 90% (w/w) or any amount therebetween, of
the water is removed from the still bottoms prior to removal of
the salts.

Concentration of the still bottoms may be carried out by
evaporation, centrifugation, membrane separation or other
suitable techniques. If the still bottoms are subjected to the
lignin separation step, the liquid component of the still bot-
toms is concentrated and the salts are removed from the
concentrated product. However, it should be appreciated that
lignin separation can be carried out upstream of distillation.

In one embodiment of the invention, concentration of the
still bottoms is carried out in an evaporator unit. The evapo-
ration may be carried out in a single-stage evaporator or may
be part of a multiple-effect system, i.e., a system in which
more than one evaporator is employed. Multiple-effect
evaporator systems are preferred as they can reduce heating
requirements and the resultant energy usage. A multiple-
effect evaporator system utilized in accordance with the
invention can be forward fed, meaning that the feeding takes
place so that the solution to be concentrated enters the system
through the first effect, which is at the highest temperature.
Partial concentration occurs in the first effect, with vapour
sent to the second effect to provide heat for same. The par-
tially concentrated solution is then sent to the second effect
where it is again partially concentrated, with vapour sent to
the third effect, and so on. Alternatively, backward feeding
may be utilized, in which the partially concentrated solution
is fed from effect to effect with increasing temperature.

Those of skill in the art can readily choose a suitable
operating temperature for the evaporator unit. In embodi-
ments of the invention, the operating temperature of the
evaporator unit can be between about 40° C. and about 145°
C., or any temperature therebetween. It will be understood
that the temperature is measured at the operating pressure,
which is typically under vacuum or at atmospheric pressure,
but can be at higher pressure.

Salt Removal from Still Bottoms

Removal of salts from the still bottoms stream may be
carried out by a variety of techniques including, but not lim-
ited to, chromatographic separation, ion exchange, solvent
precipitation, drying, crystallization and freeze crystalliza-
tion. Recovery of inorganic salt by ion exclusion and subse-
quent crystallization is described in co-owned U.S. Pat. No.
7,670,813 (Foody), which is incorporated herein by refer-
ence.

The salts that are recovered in the process may depend on
the chemicals utilized in chemical pretreatment and the sub-
sequent neutralization of the pretreated feedstock. By way of
example, if sulfuric acid is employed during pretreatment and
ammonia or ammonium hydroxide is used to neutralize the
acid pretreated feedstock prior to enzymatic hydrolysis,
ammonium sulfate will be produced. Furthermore, sulfuric
acid reacts with the cations of the carbonate salts present in
the feedstock during pretreatment to form calcium sulfate,
magnesium sulfate, potassium sulfate and sodium sulfate.
Other chemicals that can be used for pretreatment include
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sulfuric acid, sulfurous acid, sulfur dioxide, phosphoric acid,
hydrochloric acid, hydrobromic acid, glycolic acid and trif-
luoric acetic acid.

Examples of salts that can be recovered from the still
bottoms include sulfate salts, phosphate salts, chloride salts,
bromide salts, glycolate salts, trifluoro acetate salts and oxy-
late salts.

According to one embodiment of the invention, the salts
recovered include at least sulfate salts, phosphate salts or
chloride salts. Typically, a mixture of salts will be recovered,
including salts produced by neutralization of the pretreatment
chemical and salts arising from anionic components of the
feedstock, such as carbonates, chlorides and oxylates.

By the term “fertilizer”, it is meant any composition useful
as a fertilizer that comprises a salt or mixtures thereof derived
from the feedstock and/or derived from one or more process
chemicals added during the lignocellulosic conversion pro-
cess.

Examples of salts that find value as a fertilizer include salts
of sulfate, phosphate and chloride. Thus, the salts that are
recovered may include at least one of potassium sulfate, mag-
nesium sulfate, ammonium sulfate, potassium phosphate,
magnesium phosphate, ammonium phosphate, potassium
chloride, magnesium chloride and ammonium chloride.
Mixed salts, including, but not limited to, struvite, may be
recovered for fertilizer use as well.

In one embodiment of the invention, salts are recovered
from the still bottoms by crystallization. The salts may be
recovered by exploiting changes in solubility as process con-
ditions such as temperature, pressure, pH, ionic strength and
dielectric constant are changed.

Salt Removal by Solvent Precipitation

In one particularly advantageous embodiment, the precipi-
tation is carried out by the use of a solvent. The solvent may
be any suitable alcohol that alters the solubility of chemical
compounds in water solution. Alcohols that may be used in
accordance with the invention, include, but are not limited to,
methanol, butanol, ethanol, propanol, isopropanol, or other
aliphatic or aromatic alcohol that is soluble in water solution.

Addition of a suitable alcohol to a salt-containing stream
generally reduces the solubility of the salts in the solution,
and causes them to precipitate as insoluble solids, which may
be removed from the stream by any of numerous methods
well known to those skilled in the art. Suitable techniques for
separation of the insoluble solids may include pressure or
vacuum filters, centrifugal filters or centrifuges, membrane
filtration systems, or gravity settlers. To increase the recovery
of the salt, reduce the alcohol requirement, and improve the
process economics, the still bottoms stream may be concen-
trated by any of several well known techniques, such as those
described previously, prior to introduction of the alcohol
stream.

Further, the liquid stream remaining after removal of the
precipitated salts may be further processed to recover and
recycle the alcohol used in the process. This may be carried
out by distillation, pervaporation, or selective changes in
solubility behavior induced by temperature, pH, ionic
strength, pressure or other process conditions that can be
altered. Without being limiting, a solvent recovery process is
exemplified in FIG. 3.

Precipitation of the inorganic salts may be performed by
mixing the still bottoms with the solvent at a suitable ratio in
one or a series of crystallizers. By the term “crystallizer”, it is
meant any suitable device, such as a vessel, mixer, settler, or
other suitable device, for carrying out precipitation of salts in
the still bottoms stream.
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The insoluble solids formed may be concentrated and/or
dried by conventional techniques. The salt stream can then be
used as a liquid fertilizer, or alternately dried and/or subjected
to agglomeration and granulation for use as a solid fertilizer.
Drying includes direct and indirect drying. Direct drying
refers to using direct contact of hot gases to drive off some, or
all of the water, and indirect drying refers to contact with a
heated surface as opposed to hot gas.

The dried salts may be subjected to further processes such
as agglomeration, compaction, granulation or mixing with
other products to impart desired physical properties as
required by the application.

Although alcohol addition to the still bottoms has been
described above, it should be understood that the solvent may
be added to a stream derived from the still bottoms. For
example, the solvent can be added to a mother liquor obtained
after precipitation of insoluble salt from the still bottoms by
cooling and/or evaporation.

Incineration

The stream comprising lignin and the de-salted still bot-
toms stream are fed to an incinerator and the heat generated
therein is utilized to produce steam, process heat, building
heat, electricity generation, or any combination of these uses.
By the term “incinerator” it is meant any suitable device for
combusting these streams. By the term “de-salted still bot-
toms”, it is meant a still bottoms stream or composition from
which at least a portion of the salts have been removed there-
from.

Depending on the water content, the lignin may be con-
veyed to the incinerator via a screw conveyor or other device
for conveying solids. The stream comprising lignin and de-
salted still bottoms stream may be combined and then fed to
the incinerator or each stream may be fed separately.

The incinerator may include a boiler section in which water
orother fluid is heated. The heat produced from the burning of
these streams is transferred to boiler feed water to produce
steam. The furnace may be a fluidized bed boiler, although
other types may be used as required. The feed to the boiler
may also include bio-gas produced during anaerobic diges-
tion. Moreover, during the start-up stage of the process, a
small amount of natural gas may be added to the furnace to
heat the fuel to the ignition point. Depending on the efficiency
of salt removal and emissions regulations, exhaust from the
furnace may be passed to a scrubber or other series of opera-
tions to reduce pollutant levels before being discharged to the
environment. As well, particulate matter may need to be
removed from the exhaust. Ash from the system may be
landfilled or sold as an additional coproduct depending on its
composition.

The steam may be used to drive turbines to create electric-
ity for plant needs and/or can be sold to the power grid.
Alternatively, or in addition to electricity generation, the
steam can be used to supply process heat needs within the
plant. If the steam is used within the plant, the pressure may
be reduced prior to its re-use in the process. Examples of
stages of the lignocellulosic conversion process to which
steam can be supplied are pretreatment, fermentation, distil-
lation, evaporation, fertilizer recovery and enzyme produc-
tion. Furthermore, the steam can be utilized to provide build-
ing heating.

DETAILED DESCRIPTION OF THE PREFERRED
EMBODIMENTS

The method of the present invention will be described by
reference to the figures. It should be understood, however,
that the figures shown are merely exemplary of apparatus
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suitable for carrying out the present invention and other
equivalent means may be utilized without departing from the
spirit of the invention.

Referring now to FIG. 1A, there is shown a non-limiting
example of the process for generating steam and recovering
salts during a lignocellulosic conversion process conducted in
accordance with embodiments of the invention. As shown in
FIG. 1A, comminuted feedstock is subjected to pretreatment
10 with sulfuric acid to hydrolyse xylan to xylose, glucose,
arabinose, mannose and galactose. The cellulose in the acid
pretreated feedstock is then hydrolysed by cellulase enzymes
in hydrolysis 20 to produce glucose. The hydrolysate result-
ing from hydrolysis 20 is then fed to lignin separation 30
wherein the lignin is removed, along with other unconverted
undissolved solids by a filter press that dewaters to a solids
concentration of about 50-55 wt % to produce a filter cake.
The hydrolysate from which lignin and other undissolved
solids has been removed is then fed to fermentation 40 where
xylose and glucose are converted to ethanol by a Saccharo-
myces cerevisiae yeast strain that is capable of converting
both sugars to ethanol (see U.S. Pat. No. 5,789,210, incorpo-
rated herein by reference). The resultant ethanol-containing
solution is fed to distillation 50 to concentrate the ethanol.
Subsequently the ethanol-rich vapor is further concentrated
by molecular sieves (not shown) to remove residual water.
The still bottoms remaining after distillation are fed to evapo-
ration 60 and concentrated to increase the total solids to a
value that is suitable for solvent precipitation.

The evaporated still bottoms are then fed to a de-salting
operation 70, which may include addition of a solvent, as
shown in more detail in FIG. 2 and described below. After
de-salting 70, the solvent is recovered in solvent recovery
stage 80 and fed back to the de-salting 70 and the separated
salts are processed further to make fertilizer. The organics
remaining after solvent recovery are sent to a boiler 90 and
incinerated therein. In addition, the lignin filter cake, contain-
ing lignin and other undissolved solids derived from the
hydrolysate, from lignin separation 30 is conveyed to the
boiler. The heat energy from incinerating both lignin and
de-salted still bottoms in the boiler 90 is used to generate
steam for use in the process and/or to generate electricity in a
turbine.

FIG. 1B is similar to FIG. 1A except the lignin separation
30 is downstream of distillation 50. As shown in FIG. 1B, a
hydrolysate resulting from pretreatment 10 and hydrolysis 20
is fed to fermentation 40 without a prior step of lignin sepa-
ration. The resultant ethanol-containing solution containing
insoluble lignin is fed to distillation 50 to concentrate the
ethanol. Subsequently the ethanol-rich vapour is further con-
centrated by molecular sieves (not shown) to remove residual
water. The still bottoms remaining after distillation 50 are
subjected to lignin separation 30. The lignin filter cake, con-
taining lignin and other undissolved solids derived from the
lignin separation 30, is conveyed to the boiler 90. The clari-
fied still bottoms from lignin separation 30 is fed to evapora-
tion 60 and concentrated to increase the total solids to a value
that is suitable for desalting 70 and solvent recovery 80. The
desalted stream from solvent recovery 80 is routed to boiler
90.

Turning now to FIG. 2, there is shown a non-limiting
example of the process for recovering salts by addition of
solvent during a lignocellulosic conversion process con-
ducted in accordance with embodiments of the invention. As
shown in FIG. 2, an evaporated still bottoms, obtained from
evaporation 60 (see FIGS. 1A and 1B) is fed to a first crys-
tallizer 110. In the first crystallizer 110, the evaporated still
bottoms is mixed in a suitable ratio, such as but not limited to,
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a 4:1 solvent-to-feed ratio (w/w) with recycled methanol
recovered from a methanol still 120. The precipitated solids
from the first crystallizer 110 are fed to a second crystallizer
130 fed with fresh, make-up methanol in suitable ratios, such
as but limited to, a 1:1 ratio (w/w). The solids from the second
crystallizer 130 are sent to a dryer 140 where the salts are
concentrated, and subsequently sent to a stage of compaction
and granulation 150 to produce fertilizer. The liquid from the
first 110 and second 130 crystallizers and the dryer 140 are
sent to the methanol still 120. The recovered methanol from
the methanol still 120 is recycled to the first crystallizer 110,
while the bottoms are concentrated to a level sufficient to
support incineration in a two effect evaporator 160. Evapora-
tor 160 produces a de-salted still bottoms stream, which is fed
to the incinerator, in this case a boiler, and a waste stream that
is fed to waste water treatment.

It should be appreciated that FIGS. 1A, 1B and 2 and the
examples set forth below are for illustrative purposes only and
should not be construed to limit the current invention in any
manner.

EXAMPLES
Example 1

The Production of Inorganic Salt and a Lignin
Byproduct from a Lignocellulosic Conversion
Process

The following example illustrates the origin of inorganic
salts from a lignocellulosic conversion process that converts
sugar to ethanol, by a process comprising pretreatment of a
lignocellulosic feedstock, enzymatic hydrolysis of cellulose
to produce glucose, fermentation of the glucose to ethanol
and concentration of the ethanol by distillation. As outlined
below, the inorganic salts arise from both alkali salts endog-
enous to the feedstock and from process chemicals added
during the process. These salts are then carried through to a
still bottoms stream that remains after concentration of the
ethanol by distillation.

This example also describes the stages of the process where
streams arise that comprise lignin as a predominant compo-
nent.

In addition to cellulose, hemicellulose and lignin, the
lignocellulosic feedstock contains many secondary compo-
nents, present in quantities ranging from parts per million to
a few percent of the mass of the material. The identity and
quantity of these secondary components will vary with the
type of feedstock, the soil and location conditions found at the
farm-site, the type and quantity of chemical fertilizers used at
the particular farm-site, and the amount of weathering that the
feedstock experiences prior to entering the cellulosic ethanol
process. In general, it is expected that the feedstock will
contain from approximately 0.5 wt % to approximately 3.0 wt
% total alkali metals and alkaline earth metals, composed of
varying amounts of potassium, sodium, calcium, and other
elements. The feedstock will also contain from approxi-
mately 1 wt % to approximately 5 wt % silica. Smaller
amounts of iron, aluminum, phosphorus, chloride, and many
other elements are also present.

The first step of the process involved size reduction of the
feedstock. Wheat straw was received in bales measuring 3
feet by 3 feet by 4 feet and chopped to approximately Y4 inch
in size. The straw was then mixed with water and sent to a
standpipe where 93% (w/w) sulfuric acid was added to reduce
the pH of the straw-water mixture to about 1.2, though other
pH values ranging from pH 0.8 to about pH 3 can be utilized.
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The slurry was pumped or otherwise conveyed through pro-
cessing equipment heated by direct injection with 600 psig
steam to reach a temperature of at least 170 C. The heated,
acidified stock was held at this temperature for about 30
seconds up to about 5 minutes as it passed through the equip-
ment. This hot, acidic cooking process is called acid pretreat-
ment. A range of pH, temperature, and reaction times are
possible when conducting acid pretreatment so long as con-
ditions are sufficient to hydrolyze all or a significant portion
of'the hemicellulose to its monomeric constituents, including
xylose, galactose, mannose, arabinose, acetic acid, galactur-
onic acid, and glucuronic acid.

Upon exiting the pretreatment process, the pretreated
fibrous slurry was flashed through a series of cyclones to drop
the temperature to approximately 85 C. The slurry was further
cooled to approximately 50 C.

The slurry pH was then adjusted to pH 5.0 with concen-
trated aqueous ammonia solution. The addition of the aque-
ous ammonia solution neutralizes the acid used during the
pretreatment process and thereby generates ammonium salts,
primarily ammonium sulfate and ammonium acetate, in the
pretreated fiber slurry. These salts contribute to the inorganic
salt load carried through to the still bottoms.

While much of the hemicellulose is hydrolyzed to mono-
mers during the pretreatment process, there is little conver-
sion of the cellulose to glucose. The cellulose is hydrolyzed to
glucose in a subsequent step that uses cellulase enzymes; this
process is referred to as enzymatic hydrolysis. Enzymatic
hydrolysis was conducted in a hydrolysis tank with a volume
of approximately 100,000 liters. The tank was equipped with
agitators to mix the slurry. The slurry consisted of approxi-
mate 18 wt % undissolved solids, and the undissolved solids
consisted of 55% cellulose. Cellulase enzymes from Tricho-
derma reesei were used in the present example, although the
enzyme mixture may be derived from other organisms. The
enzyme dosage is typically 35 mg protein per gram cellulose,
which corresponds to a cellulase activity of 35.6 Filter Paper
Units (FPU) per gram of cellulose. The enzymatic hydrolysis
reaction was completed over a period of a few days, at a
temperature in the range of 40-65° C., at a pH in the range of
4-6. The pH may be adjusted continuously throughout the
reaction period by use of a base, such as aqueous ammonia.
The enzymatic hydrolysis typically was run until over 90% of
the cellulose is converted to glucose.

At the completion of the reaction period, the resulting
aqueous slurry contains unhydrolyzed fiber that is primarily
lignin, and an aqueous solution of glucose, xylose, acetic
acid, glucuronic acid, formic acid, lactic acid and galactur-
onic acid, ammonium salts, sulfate salts, and a variety of other
ionic species. The final glucose concentration in the enzy-
matic hyrolysate was 120 g/L, the final xylose concentration
was 59 g/L, the total solids was approximately 18 wt % and
the total undissolved solids was approximately 8 wt %.

The hydrolysis slurry was filtered using a plate and frame
filter press to separate the unhydrolyzed solid residue from
the aqueous stream. The unhydrolyzed solid residue was
deposited in the filtration apparatus as a filter cake which
contains primarily lignin, unhydrolyzed cellulose and sand,
with a small fraction of insoluble salts such as calcium sul-
fate. The filter cake was washed with water to remove more
than 90% of the soluble compounds. The cake was com-
pressed to remove water and, upon discharge, was at about 50
wt % undissolved solids. The filtration operation may also be
conducted after the ethanol distillation process (discussed
below) without affecting the composition of the lignin cake.
Regardless of the position of the filtration operation within
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the overall flowsheet, the filter cake is conveyed to a boiler
system for steam generation discussed below.

The aqueous process stream exiting the plate and frame
filter press is essentially free of insoluble particles and con-
tained glucose, xylose, and arabinose sugar; the soluble salts
ammonium sulfate, ammonium acetate, potassium sulfate,
magnesium sulfate and a small amount of dissolved calcium
sulfate, and acetic acid, soluble lignin, other dissolved organ-
ics and other dissolved inorganic salts. This process stream
was pumped to a fermentor vessel with a volume of approxi-
mately 90,000 liters. A Saccharomyces cerevisiae yeast strain
from Purdue University that had been genetically modified to
enable it to ferment xylose, as well as glucose, to ethanol
(U.S. Pat. No. 5,789,210) was added. The sugar feed stream
was added to the fermentor vessel over a period of 12 hours
and then run in a batch fermentation mode for 48 hours. Atthe
end of the fermentation, the yeast cells are separated from the
fermentation broth (beer) and recycled back into the process.

The beer, which contains the ethanol product at approxi-
mately 11 wt %, was pumped to a carbon dioxide de-gas
column and then to a continuous Coffey still. The first column
in the still, a beer column, consisted of a number of perforated
trays that permitted vapour, containing ethanol and other
volatile components, to flow upwards from the bottom of the
column to the top allowing for contact with the liquid flowing
downwards from the top of the column to the bottom. This
action allows the concentration of the volatile portions of the
beer to become more concentrated as it moves from the bot-
tom to the top of the column resulting in an ethanol concen-
tration of approximately 40% alcohol by weight (abw). The
overhead vapours from the beer column were fed to the bot-
tom of a rectifying column where the ethanol concentration
was further increased, although the concentration did not
increase beyond the azeotrope point of 96% abw. From the
top of the rectifying column, the vapours were pulled oft with
a fraction being condensed and returned to the top of the
rectifying column via a reflux drum. The ethanol vapour was
fed to a molecular sieve unit to complete the removal of water
vapour, and then blended with gasoline to a final salable
specification.

The residue remaining after distillation is a still bottoms
stream that comprises a complex mixture of organics that are
not consumed during the fermentation process and inorganic
salts derived from the inorganic elements in the feedstock or
added during the lignocellulosic conversion process to pro-
duce ethanol.

Example 2

The Combustion of Lignin and Concentrated Still
Bottoms from a Lignocellulosic Feedstock without
Salt Removal

The following example serves to illustrate that the presence
of inorganic salts, namely ammonia, ammonium and sulfate
salts, derived from endogenous salts in the cellulosic ethanol
feedstock and introduced as process chemicals during the
production process can compromise the performance of com-
bined incineration of still bottoms and lignin through the
production of regulated pollutants or the formation of salt
slags. In this example, the incineration is carried out in a
fluidized bed boiler system. Production of regulated pollut-
ants originating from the originating from the inorganic salts
increases the cost and complexity of the boiler flue gas scrub-
bing system and may generate large quantities of chemical
waste which requires handling, processing, and disposal. Fur-
thermore, formation of salt slags may impede operation of a
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fluidized bed boiler system by causing bed agglomeration,
excess bed material consumption, and possible unplanned
shutdown due to bed collapse.

A still bottoms stream was obtained from the process as
described in Example 1. The total solids content of this stream
is typically 9-10 wt % total solids, with virtually no undis-
solved solids. The water content was lowered to allow for its
use as a boiler fuel. This was carried out in a 4 stage multiple-
effect evaporator to a target concentration of around 50 wt %
total solids. The concentrated still bottoms was then fed to a
boiler system as a fuel, generating steam for use in the plant or
for the production of electricity. Ideally, the lignin rich filter
cake and the concentrated still bottoms stream would be fed to
the same boiler system to reduce the cost and complexity of
running two separate boiler systems.

For the present example, the lignin rich filter cake was
obtained from the filter press at 51 wt % total solids. The
lignin rich filter cake had been washed thoroughly, so that the
total soluble component content was about 1 wt %. The com-
position of the filter cake was 48 wt % water, 51 wt % solids,
and 1 wt % miscellaneous soluble components. The solids
were composed of about 79% lignin, 15% silica, 5% cellu-
lose, and about 1% unidentified inorganic ash. Combustion
analysis of the lignin yielded a higher heating value 0f 25,300
BTU/kg, dry basis.

The actual total solids of the concentrated still bottoms
used in this example was 46.6 wt %. The composition of the
concentrated still bottoms was 53.4 wt % water, 46.6 wt %
soluble solids, and virtually no insoluble solids. The soluble
solids were 48% organic, with unconsumed sugar, proteins
and amino acids, soluble lignin, acetic acid, xylitol and other
polyols comprising most of the organic mass. These organics
form the valuable boiler fuel components of this stream. The
balance of the soluble solids at 52% of the total solids were
inorganic, and contained about 34% sulfate, 15.5% ammo-
nium, 3.2% potassium, 0.15% sodium, 1.3% chloride, 1.3%
phosphate, with the balance being composed of magnesium,
calcium, and other un-quantified inorganic elements and
compounds. The higher heating value for the concentrated
still bottoms was measured to be 14,760 BTU/kg on a dry
basis.

The ratio of concentrated still bottoms to lignin fed to the
boiler system was 1.1:1 by weight. That is, 1.1 kg of concen-
trated still bottoms was fed for every 1 kg of wet lignin rich
boiler cake. Combustion testing was run for three days under
a variety of conditions, varying the bed temperature, excess
air, air ratio staging, and use of selective non-catalytic reduc-
ing agents to control nitrogen oxides (NOx) formation. At
times, lime was injected into the bed to absorb sulfur oxides
(SOx). Samples of the fluidized bed sand was taken periodi-
cally and examined for evidence of agglomeration. Fly ash
samples were taken periodically; the composition of the ash
was measured via test method ASTM D4326, and the ash
melting point was measured via ASTM D1857. Ash was
further analyzed using differential thermal analysis (DTA) to
determine if some fraction of the ash was melting prior to the
bulk deformation observed in the ASTM D1857 test.

From the combustion results, on average, it was found that
approximately 80% of the total sulfate fed to the boiler system
decomposed into SOx, with the remainder forming thermo-
dynamically stable sulfate salts at the temperature of the
fluidized bed. The production rate of SOx species averaged
around 201 kg of SOx per million BTU of fuel fed to the boiler
system. Assuming a typical ratio of 1.6 kg calcium oxide per
kg of SOx as an absorbent or scrubbing agent would mean
that about 550 kg of mix calcium sulfate/calcium oxide waste
would be generated per million BTU of fuel fed. This waste
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would likely have to be disposed of in an industrial landfill,
presuming that no customer for the waste stream could be
found co-located with the cellulosic ethanol plant. Further-
more, the NOx levels varied between 100 to 500 ppm in the
flue gas stream, corrected to 3% excess oxygen, which far
exceeds allowable emissions rates. Further flue gas clean-up
using selective catalytic reduction (SCR) would be required,
but was not investigated during this test.

The ash melting point determined via ASTM D1857 was
around 900° C. for the initial deformation point, varying from
a low of 810° C. to 1020° C. for the samples obtained. In
general, this is similar to the expected operating temperature
of a typical fluidized bed, with an expected operating tem-
perature around 840° C. Differential thermal analysis indi-
cated that around 15-25 wt % of the ash melted as a lower
temperature, between 650-700° C., as indicated by an endot-
hermic event not associated with a loss in mass. This suggests
that at least a fraction of the ash is melting at a lower tem-
perature, which may contribute to a “sticky” ash and foul heat
exchange surfaces in the boiler system. The duration of the
test was insufficient to determine the actual rate of ash build-
up in the boiler system.

Example 3

Alcohol Precipitation of Inorganic Salts from the
Concentrated Still Bottoms Stream

The concentrated still bottoms stream described in
Example 2 was subjected to an alcohol treatment process to
precipitate the salts, and reduce the problems associated with
the salts in the boiler system. At the laboratory scale, a 100
ml, sample of concentrated still bottoms was mixed with
methanol at room temperature; the volume ratio of concen-
trated still bottoms to methanol was 1:4 in this example, but
other ratios and temperatures would give similar results. The
mixture was allowed to stir for 10 minutes, and the precipitate
that formed was filtered using a standard medium porosity
sintered glass crucible. The collected solids were washed
witha 100 mL of cold methanol to initial still bottoms, and the
washings combined with the initial filtrate. The combined
filtrates were evaporated in at 50° C. at reduced pressure in a
standard laboratory roto-evaporator, until the concentrate
volume was 100 mL, equal to the initial volume of still bot-
toms used in the experiment. Approximately 200 mL of water
was added to the concentrate, and the evaporation process
repeated to remove most of the methanol from the sample.
The final de-salted, concentrated still bottoms was analyzed
to determine organic content and concentration by species,
inorganic content and concentration by species, and total
solids. The precipitated material collected on the glass cru-
cible was oven dried at 105° C. to constant mass and was
analyzed to determine total organic content, inorganic con-
tent, and concentration by species.

The solvent precipitation process removed 85.5 wt % of the
inorganic salts contained in the concentrated still bottoms,
and removed only 10 wt % of the total organics. On a per
inorganic species basis, 97.5 wt % of the potassium in the
concentrated still bottoms was removed by the alcohol treat-
ment, as was 75.6 wt % of the ammonium, 98.9 wt % of the
sulfate, and 100 wt % of the calcium. Almost none of the
sodium or chloride was removed by the alcohol treatment
described. The removal of the 98.9 wt % of the sulfate would
reduce the expected SOx in a boiler system to around 2.2 kg
per million BTU of combined lignin and still bottoms fuel fed
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to the system, and the resultant mixed calcium oxide/calcium
sulfate SOx scrubbing waste to around 6.0 kg per million
BTU.

A portion of the desalted, concentrated still bottoms was
dried at 105° C., and the residual solids ashed in a muffle
furnace for 3 hours at 575° C. The ash produced from this
treatment was analyzed via differential thermal analysis. The
fraction of low temperature melt material in the 650-700° C.
temperature range had been reduced to less than 5 wt % of the
total ash.

Further, analysis of the precipitated material indicates that
it could likely be processed to a salable fertilizer, or a blend
component for established fertilizer manufacturing opera-
tions. Analysis via standard agronomy methods showed that
the precipitated salt sample contained 11.8 wt % nitrogen,
10.9 wt % potassium, 19.0 wt % sulfur, 3.4 wt % hydrogen,
37.9 wt % oxygen, 1.3 wt % calcium, with the balance being
unclassified organic. The nitrogen and potassium are typical
fertilizer components that would be valuable in the market-
place. Preliminary root box studies at typically applied nitro-
gen and potassium ratios did not indicate any toxic effects;
plant growth was comparable to a control commercial fertil-
izer product applied with similar nitrogen and potassium
dosages.

The invention claimed is:

1. A process for generating steam and recovering salts
during a lignocellulosic conversion process, said process
comprising the steps of:

obtaining a liquid-containing stream comprising lignin and
a separate liquid still bottoms stream generated during
the lignocellulosic conversion process;

(ii) removing at least a portion of the water from the still
bottoms stream to produce a liquid-containing concen-
trated still bottoms stream:;

(iii) removing at least a portion of the salts from the liquid
concentrated still bottoms stream to produce a liquid-
containing de-salted still bottoms stream;

(iv) introducing both the liquid-containing stream com-
prising lignin and the liquid-containing de-salted still
bottoms stream to an incinerator and incinerating the
same; and

(v) utilizing heat generated from said incinerating to pro-
duce steam.

2. The process of claim 1, wherein between about 10 and

about 90% of the water is removed from the still bottoms
stream to produce the concentrated still bottoms stream.
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3. The process of claim 2, wherein between about 30 and
about 90 wt % of the water is removed from the still bottoms
stream to produce the concentrated still bottoms stream.

4. The process of claim 1, wherein the step of removing at
least a portion of the salts from the concentrated still bottoms
stream comprises precipitating salts from the concentrated
still bottoms stream by addition of a solvent.

5. The process of claim 4, wherein the solvent is an alcohol.

6. The process of claim 5, wherein the alcohol is methanol,
butanol, ethanol, propanol or isopropanol.

7. The process of claim 6, wherein the alcohol is methanol
or ethanol.

8. The process of claim 6, wherein the alcohol is recovered
and recycled.

9. The process of any claim 1, further comprising produc-
ing fertilizer from the salts removed from the concentrated
still bottoms.

10. The process of claim 1, wherein said lignocellulosic
conversion process comprises a step of enzymatic hydrolysis
to produce glucose from cellulose and thereafter conducting
a lignin separation process on a hydrolysate stream resulting
from said enzymatic hydrolysis, thereby providing said
stream comprising lignin.

11. The process of claim 10, wherein the lignin separation
process utilizes a filter press.

12. The process of claim 1, wherein said lignocellulosic
conversion process comprises a step of fermentation to pro-
duce a fermentation product and thereafter conducting a lig-
nin separation process on a fermentation beer stream, thereby
providing said stream comprising lignin.

13. The process of claim 12, wherein the fermentation
produces ethanol.

14. The process of claim 12, wherein said lignocellulosic
conversion process comprises a step of fermentation to pro-
duce a fermentation product and thereafter conducting a lig-
nin separation process on a still bottoms stream thereby pro-
viding said stream comprising lignin.

15. The process of claim 14, wherein the fermentation
produces ethanol.

16. The process of claim 1, wherein the incinerator is a
boiler.

17. The process of claim 16, wherein the boiler comprises
a bubbling fluidized bed.

18. The process of claim 1, wherein the step of removing
water from the still bottoms comprises evaporation.
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